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Additional Product 
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Seq. #: Machine Or Operation: 


Description : 
ЧӨРЕСТ WORK TO CURRENT STEP 


1.0 QC5 ` 
ШШ ге WN- | 


Comment: |NSPECT КТМ 632 
0412664203 Crosstube Aft High 


ШІП шШ 


Comment Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


Crosstube Aft High 
ORIGINAL B/N 30186 CHG005 
HAND FINISHING RESOURCE #1 


HAND FINISHING1 


SR01298NY 


са 


Comment: HAND FINISHING RESOURCE #1 


-STRIP TUBE FROM OUTSIDE OF SUPPORTS 


DOWN TO CUFFS + 
DO NOT STRIP IN BETWEEN SUPPORTS B 
>” -(%, ў 

А 3704“! " E 

“МАЭК OFF 4" AWAY FROM SUPPORTS j 
TO ENSURE STRIPPER DOES NOT REACH С. E 
SUPPORTS *** 5 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 EI 


| 


Comment: | ANDING GEAR RESOURCE 1 
POLISH TUBE PER NEW METHOD Of) й 4 


TO ACHIEVE LONGITUDINAL BUFFING LINES 
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User: Linda Lacelle Process Sh eet 
| Customer: CC-DARO1 Пап Aerospace Ltd. Drawing Name: D412-664-203 


Job Number: 34668 Part Number: D412664203 


Machine Or Operation: Description : 
INSPECT WORK TO CURRENT STEP 


o P aae E 


Comment: INSPECT WORK TO CURRENT STEP 
HAND FINISHING 1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING. RESOURCE #1 
ас SIDE OF TUBE РЕК 05105 Ж 6047 е4 - 
INSPECT POWDEE,EQAT/CHEMICAL CONVERSION 


ШИШ MN = чо ШШ 


| Comment | INSPECT POWDER СОАТ/СНЕМІСДІ. CONVERSIO 


LANDING GEAR 1 LANDING GEAR RESOURCE 1 


Comment: LANDING GEAR RESOURCE 1 


-MASK OFF THE 2 OUTER SUPPORTS & ХХ өп б^ а H а 


CENTER SUPPORT 
-PRIME AND PAINT WHITE 
PER QSI 005 4.2.1.5 
QC14 | INSPECT SPRAY PAINT 


ШИШ v от ол ас WM (С) 


Comment: INSPECT SPRAY PAINT 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


NEA ————— ИИИ 


Comment: LANDING GEAR RESOURCE 1 Dd С 
PICK NEW ASSY KIT: Вых соќ) 22,43 
ахме21%0-288106366 “Мол 09 96 wb 


: U o 1 
/ дымын ЫН oo] бесігі gosidicis Ц БЫ 


Assemble as per Dwg D412-664-203 


1-Instail Speer with magnobo рег 051 015 Дейеге for for.12 Hrs 


AIR „6398 Magnobon Batch: MA 
й 7 Ехріг ў 


2-Install clamps as per Dwg 0212-664-141. Torque clamps to 80-100 іп Ib. 
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User: Linda Lacelle Process Sheet 
Customer: CC-DARO1 Dart Aerospace Ltd. Drawing Name: D412-664-203 


Job Number: 34668 Part Number: D412664203 


ШШ 


Machine Or Operation: Description : 
MS2192028 Clamp(per MIL-DTL-8783C) 


JL MP ПІ 


Comment: ду: 4.0000 Each(s ҮШ Total: 4.0000 Each(s) 
Clamp(per MIL-DTL-8783C) 
MS2192030 clamp(per MIL-DTL-8783C) 


MMII =. ра. ІІ! 


Comment: ау: 2.0000 Each(s)/Unit Total : 2.0000 Each(s) 
aiii MIL-DTL-8783C) 
INSPECT WORK TO CURRENT STEP 


И. ее ИМ. 


Ркк Раскіпа КИ 


15.0 AN640A 


(с Comment Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
Bolt 


Batch: -0459 - 


AN641A 


. » — - Comment: ANSPECTAWORICTO CURRENT STEP T i 
С PACKAGING 1 ” PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 ° 


Comment: Qty.: г 2.0000 Each(s йл “Total: 2. 0000 Each(s) 


Bolt 
Batch; 2/2 A па 


AN960JD616 


Comment: ду: 18. 0000 Each(s s)/Unit Total: 18. 0000 Each(s) 


Washer 
Batch: 2%” 7 (9 


Раде З Form: гргосеѕѕ 
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шы Process Sheet 
Customer: CC-DARO1 Dart Aerospace На. Drawing Name: D412-664-203 


Job Number: 34668 Part Number: D412664203 


Machine Or Operation: : ; Description : 
MS21042L6 


18.0 
(л Comment: Оу; ты. Ir ИТ ооо НЕ. 


6.0000 Each(s Шай. Total: 6.0000 Each(s) 
Nut 


Ban OYAR /__ 


ША 


Comment: INSPECT 10096 KITS FOR COMPLETENESS. | 
PACKAGING 1 PACKAGING RESOURCE #1 


Contient: PACKAGING RESOURCE e 
Identify and pack for shipping as per PPP D412-664-203 


"USING NEW В/М 
NEW PAPERWORK AND LABELS REQ'D** 


“Ensure tube is not packaged if curing time is less than 12 hrs, see step 27 for application time & date 


хе 


Time & date of packaging: L Ó% 7/ же 


Location: — .—  — 
PPP Не, C 
QC21 


[uu 


Comment: FINAL INSPECTION/W/O RELEASE 
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DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 
CHECKED DRAWING NO. REV. D 
q? = |р412-664—2435 SHEET 1 OF З 


ОАТЕ ТПЕ SCALE 
07.03.09 CROSSTUBE ASSEMBLY (412 НІ AFT) мз 
01.10.17 | NEW ISSUE 


05.02.04 | ADD HOLES FOR COMPATABILITY 
ASE! WITH BHT/AA SKIDTUBES 
LE 38 

REL ІШІН С 06.10.27 | REMOVE 02856-600-1087, ADD 
| 01.04-14 -H.i 02732-058 & MAGNOBOND 6398 
М521920-32 WAS м521920-30 

07.05.09 | REMOVE 02732-058, CHANGE ТО 

03595-063-570 


| Qty | Part Number 
ВЕРИ = тсе шерт шш ы р сү ы „зг 
[ X | 5412-664-243 CROSSTUBE ASSEMBLY (412 HIGH AF 


Баравы 
[сз аа ан 


MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE ІІ, CLASS 2 ADHESIVE 


TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 124.090.020 

FINISH: CHEMICAL CONVERSION COAT PER DART О5І 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 

PAINT OUTSIDE PER DART 005 4.2 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN-OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE 
SMOOTH. 
BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE 
FLATTENING DUE TO BENDING IS 6% BASED ON О.0. 
LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
SCRIBE DART PART NUMBER AND BATCH NUMBER IN THIS AREA WITH VIBRATING 
STYLUS. 
INSTALL D2856-600-1009 ABRASION STRIP WITH A 0.13 (REF) GAP ON BOTTOM SIDE 
OF CROSSTUBE PER QSI 035. 

10) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE 
TUBE. THE OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE 
DEFECTS SUCH AS SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE 
BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE 
UNACCEPTABLE. 

11) APPLY A 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE OF 
D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

12) INSTALL MS21920-30 CLAMPS (OR -32) WITH D3595-063-570 RUBBER CUSHIONS TO 
SECURE D2896-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS 
ARE OPPOSITE CROSSTUBE SUPPORT. 

13) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


Copyright Q 2001 by DART AEROSPACE LTD 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND 15 SUPPLIED ON THE EXPRESS CONDITION THAT IT 15 NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


3.500 (5ТОСК, ВЕР) 


31.96” (812mm, REF) 0.625 (REF) 


TO END OF К102.0 BEND 
ALONG CENTERLINE 


16.78" (426mm, REF) 
ALONG CENTERLINE 
OF R30.0 BEND 
24.37+0.13 


25.94 R102.0£2.0 
(REF) 13.26" (REF) #30.02.0 


(337mm) 


: 53.72+0.13 
55.03 (REF) 


SCALE 1:10 


SEE DETAIL A 
ON SHEET 3 


R100.0 TRANSITION BETWEEN 
TAPERED SECTIONS 


R100.0 TRANSITION BETWEEN 
TAPERED SECTIONS 


9.315+0.030 

13.315+0.030 
21.707+0.030 
30.099+0.030 
39.050+0.030 
55.5463%0.030 


, 


о 
© 
o 
H 
о 
о 
© 
о 


-—— 48.001:0.050 


2.6844995 


2.748+5888 (REF) 
2.884*8988 (REF) 
3.019:8088 (REF) 


3.163*8998 (REF) — 


SEE DETAIL C 
ON SHEET 3 


3.429995 


TAPER UNIFORMLY FROM 
5.429799%9 THROUGH TO 3.500:9495 
RUNNING OFF PART 


SCALE 2:5 


MS21920—28 CLAMP (REF) 


A AA A 02896-1 SUPPORT (1) 


03595-063-570 RUBBER CUSHION (2) 
MS21920-30 CLAMP (2) 


М521920-28 CLAMP (2) 
02856-600-1009 ABRASION STRIP (1) 


' (2 PLACES PER CROSSTUBE) 
AA 03189-1 CHAFING SHIELD (1) \ E 
А (INSTALLED OVER ABRASION STRIP) 


SCALE 1:10 


0.005 
20.386* 0-005 

HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 


#0.386#9:898 HOLE TO BE 
ALIGNED WITHIN +0.001 
OF HOLE ON OTHER SIDE 
OF CUFF 


APPLY MAGNOBOND 
BETWEEN 02896-1 AND 
THE CROSSTUBE 


D2896-1 
SUPPORT 


(REF) 


A 


03595-063-570 
RUBBER CUSHION 
(UNDER CLAMP, REF) 


ue AA 


MS21920—30 
CLAMP (REF) 


m. | 
42| = [ра12-6ва-2аз SHEET 2 OF 3 
DATE. ТТЕ SCALE 
07.03.09 CROSSTUBE ASSEMBLY (412 НІ AFT) зло 


2.990+0:995 


--- 4,971+0.030 


30' X 0.500 DEEP 


VN CHAMFER 


5.429%%92 3.500046 3.526%%0 
2.6189 (REF) 


SCALE 4:1 


parr uses 
CHECKED APPROVED Грант. но. 

== нс ас 0412-664243 тра 
pH ASSEMBLY (412 HI mus та 


